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A Study on Characteristics of Measuring Roll for Automatic Flatness Control

Soon Kyung Kim,* Eon Chan Jeon, Joong Wan Kim** Moon Kyung Kim#*** Sung Su Leex**x

Abstract

The continuing demand for quality products requires better understanding and improved control of the production
process. And, in recent year requirements for flatness control in strip rolling have become increasingly severe because
of the control for flatness of cold rolled strip is essential for further down stream processing. Also a speeds of rolling
mills to meet productivity requirements puts a demanding requirement on the control of flatness of rolled strip. The
demands on a total flatness control system therefore are a measuring and indication system consisting of a measuring
roll that is robust, accurate, reliable and require a minimum of maintenance.

The critical part of any control system is the quality of the information being provided by the measurement
instrument or device. It is therefore of utmost importance to have an accurate, repeatable and reliable measuring

system.

So, in this paper, The measuring roll for automatic flatness control system of contact type has been investigated.
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Table 1 Specification of measuring roll.

Outside dia. @313 £ 0.5 mm

Measuring zone width 52 mm

Surface hardness 54 £ 2 HRC
Etﬂace roughness Ra 0.4 um
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